` Work Order ID 73374 III! = 


Wednesday, August 31, 2011 1:10:57 PM 


Жоо эра сюр Ag HA) sss s= [ЇЇ 
Revision ID: | 


Не Мате: Crosstube Turing Det so ÍT 
Ite 


Start Date: 8/31/2011 Start Qty: 1.00 TAA 2 Cust Item ID: 
Required Date: 9/2/2011 Req'd Qty: 1.00 — (| | E Customer: 
Reference: 
INEO eignet аза » D S 
Approvals: Process Plan: NEC ANE Date: | (OR 3 Tooling: UN. Date: са бе о m j ETNI 
ос ates SPOON «Cates ° ҮРҮҮ 


{Sequence I Operation ў EE Set Up/ = Tool ID Tool# Plan Accept | Reject Hi Reject x ‘Insp. 
ork: t Center ID Description Run Hours Code Qty Р Qty Number Stamp 


a _ Revision Nbr | [ 
SC D350- ш a | 
m3 = 100 a NE - ББ 0.00 > | 
ЕТТ) DM А DATE 
А , | ` Mori Seiki >” > " Memo 0.00 >= Je: Z = 2 
RN К Miri Seiki CNC Lathe се 1-Fill tube with sand & install plugs on both ейй& as per Folio FA647 
ES SS | 2-Turn first side as per Folio FA647 aie 
г * 3- File transition lines smooth. У] L [2 Jo la? 
| : 4 
“110 | ОС1- inspect dimensions to dimension sheet 0.00 f 
III "NM g 
QC : Memo . 0.00 
Quality Control P 
& 
PML feu Po 
0.00 | | | 
mi L ААО: | | 
~ -.Mori Seiki Memo - 0.00 | j + 
Mori Seiki CNC Lathe Large I-Turn second side as per Folio FA647 


: | 2- File transition lines smooth. Po 
ШЕ | 3-Scribe part # as рег Dwg D350-748-241 í ie | | e 0 / Ыы > 


W/O: | WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE ву | oae [ау 


Approval 
Chief Eng / 
Prod Mgr 


Approval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: | 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Verification | Approval | Approval 


Section C Chief Eng QC Inspector 


"HO Corrective Action Section B 
Description of NC 
DATE | STEP a A Initial Action Description 
| Chief Eng Chief Eng 


NOTE: Date & initial all entries 
Y 


Ф 
HXNFORMS'Quality Assurance\approved QANCRWO RevE 


ЫЈ 
` 


Work Order ID 73374 
Wednesday; August 31, 2011 1:10:57 PM 


URINAM 


Page 2 


Setup Start ЇЇ 


DM C AIRY кен LIBRA RA A 
Revision ID: 
Item Name: Crosstube Turning Detail | тор ||| | || || || 
Start Расе; 8/31/2011 Start Qty: 1.00 || |! Cust Item ID: 
Required Date: 9/2/2011 Req'd Qty: 1.00 TUAM Customer: 
Reference: 
m 一 Run Stare ШЇЇ 

Approvals: Process Plan: ___ Date: _ Tooling: = Паге: __ if 

ос. Date: SPC (YIN): Date: _ NE ЛП 
Sequence ID/ Operation | Set Up/ Tool ID Tool# Plan Accept “Reject | Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 QCI- Inspect dimensions to dimension sheet 0.00 
ИЦ X. a а 
Qc Memo 0.00 
Quality Control y 一 

3 MML 129 
140 ОС8- Inspect parts - second check 0.00 cH | : 
mitt " M 2-1-2 
Quality Control 
150 0.00 
[ШЇЇ de Арм N- 30 
Crosstubes Memo 0.00 | < 
Crosstubes Grind machining marks. AD : 
Kse os cA үй 


йо 


Dart Aerospace Ltd 


Approval 
PROCEDURE CHANGE Chief Eng/ | Approval 
nspector 


Fault Category: NCR: Yes No DQA: 
Resolution: Disposition: QA: N/C Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action Section B 


Section A Initial Action Description 
Chief Eng Chief Eng 


Verification | Approval Approval 
Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


HXIFORMS Quality Assurance\approved QANCRWO RevE 


Dart Aerospace Ltd | 
wo: 1221] WORK ORDER CHANGES 


MANC [Кее Approval 
DATE |STEP PROCEDURE CHANGE Date chefEng/ | Approval 
9 Prod Mgr nspector 


Dein 604188 този ma Hue THR CUFF, Oty C1) PER Сове , Z" Fior 


Esp oF Сок, Rhine Tating HOLES mus BE PARALLEL АТН 
Part No: 29) hg - 24 J ЈЕ PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


HLE IN OPPOSITE COFFE, 
Resolution: Disposition: QA: N/C Closed: Date: 


SEE m 
WORK ORDER NON-CONFORMANCE (NCR) 


gres Corrective Action Section B : 
Description of NC Verification | Approval | Approval 
DATE | STEP A A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\INCRWO RevE 


5440) Hi% dti 
IPH Soy 7991. 
MAHL вего 2 


КА 


Work Order ID 73374 
Wednesday, August 31, 2011 1: 10:57 РМ | 


ЇЇ 


Раре 3 


Hem ID: 350-748-241 TRN Bm BARN sas; sese ЇЇ 
Revision ID: 
Mem Name: — Crosstube Turning Detail Stop ШЇЇ 
Start Date: 8/31/2011 Start Qty: 1.00 ||! III Cust Item ID: 
Required Date: 9/2/2011 Req'd Qty: 1.00 И Customer: 
Reference: 
= m nce pe пи! || 

Approvals: Process Plan: _ Date: Tooling: Date: _ = 

oc Date SPIN: ate Ае 
Sequence 10/ ~ Operation | Set Џр/ Е Tool ID Tool# Plan Accept Reject Reject | “Insp. Е 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 Outsource process - Heat Treat 0.00 
ШШ —TaTe 
Outsourcel Memo 0.00 
Outsource process - Heat Treat Issue P/O: H 25 Кг > 222—2 

Heat Treat to min 180 KSI As рег Dwg 0350-748-241 


170 


EAM 


ackaging 
Packaging 


I 
QC 


Quality Control 


Sand Blast tube after Heat Treat 
Fossibe Supplier: Vac Aero 
Ensure Certificate of Conformity is attached 


Receive & Inspect for Damage & Mat'l Certs 0.00 


Memo 0.00 


Ensure certificate of conformaty is attached 


QC6- Inspect dimensions to drawing 0.00 
e dod: 
0.00 7 


Memo 


POSITIVE RECALL 


ЕРРЕСТМЕ\ AM, S 2 АТА 
RELEASED [225.3 _ DATE 4 


Dart Aerospace Ltd 


| WORK ORDER CHANGES - 


Approval E 
DATE | STEP PROCEDURE CHANGE Chief Eng/ | Approval | | 
Prod Mgr nepector 


PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) | 


A e Corrective Action Section B 
Description of NC 
DATE | STEP din A Action Description 
Chief Eng Chief Eng 


NOTE: Date & initial all entries Е 


Verification | Approval | Approval 
Section C Chief Eng QC Inspector 


HMEORMS Quality Assurance\approved QANCRWO RevE 


Wednesday, August 31, 201 1 1:10:57 PM 


MA AA 
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D350-748-241TRN 


Quality Control 


Accept 


Memo 


Item ID: Отмар" 
Revision ID: 
Item Name:  Crosstube Turning Detail sop AINI 
Start Date: 8/31/2011 Start Qty: 1.00 ||| ||| Cust Item ID: 
Required Date: 9/2/2011 Req'd Qty: 1.00 | || III Customer: 
Reference: 
— е EE с M net А 
Approvals: Proces Plan: рае ______ Tooling: NES pate: | —Č 
QG o. Date: _ SPC (WIN): Er MIN “ШШ 
Sequence ID/ ` _ Operation 2S - Set Up/ Tool ID Tool# Plan | Accept Reject Reject Insp. Bi 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
190 0.00 
AAMT ANN innen Е [“ 7" 
ackaging M . Nna es 
Packaging pe and stock in kanban rack г>. S 了 
Location: £ | SU 
200 C21- Final Inspection - Work Order Release 0.00 
AAA _ la 5 12 
QC 0.00 


Dart Aerospace Ltd 


АДЕ s 


: E Approval Е 
epum PROCEDURE CHANGE Chief Eng / Approval | 
E Prod Mgr nspector Н 


Part Мо: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ОА: МС Closed: | | Date: ______ AER 


E NR | WORK ORDER NON-CONFORMANCE (NCR) = 


E Corrective Action Section B Te 
Description of NC Verification | Approval | Approval 
DATE | STEP са А Initial Action Description РЕ е 
a Chief Eng Chief Eng 


Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


HÁfFORMS Quality Assurance\approved QANCRWO RevE 


Wednesday, August 31, 2011 1:10:54 PM 


АВА АШ ШИ А 


Crosstube Turning Detail 


IPP Rev:A New Issue 08-03-06 DD verified by:ec 
IPP RevB Removed polish 08.04.02 EC verified by : DD 
IPP RevC Removed LPS-3 08.06.23 Ec verified by: DD 


Start Date: 8/31/2011 


IPP Rev D 


11.02.24 as рег dwg rev.F DD verf: JLM 


Replacement Mfg/ 


Route Unit of Qty on 
Seq ID Measure Hand 


ЇЇ || ШИШИ 


120 Еасһ 22.0000 


Loc Qty Loc Code 
22 
22 


Required Date: 9/2/2011 


—t— о. ier he 


Dart Aerospace Ltd 


Approval 
DATE | STEP PROCEDURE CHANGE Cn Eno) Approval 
QC inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


м | WORK ORDER NON-CONFORMANCE (NCR) 


HNIC Corrective Action Section B 
Description of NC - Approval 
DATE 'STEP ани А Initial Action Description ac ind 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


u 


НМЕОВМ$\Оиайу Assurancevapproved QAWCRWO RevE 


i 


DART AEROSPACE LTD Work Order: š 
е T > =] 

Description: Crosstube Assembly (AS350/355 High Aft) 
ыл ИЉА ЕЈ 

Inspection Dwg: D350-748-241 Rev: D PR SEES E 


FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article [_] Prototype 


Inspection Sheet Actual Method of 
Drawing Dimension Tolerance 


š Comments 
Dimension Inspection 


+0.005/-0.000 


QM | 
0.000 25 | 


+/-0.010 
+/-0.030 


[Rev| Date [change | Кемеађу [Approved | | 
07.01.17 | New lssue (P/O D350-748-201) KJ/JLM IDEE | 


H:AFORMS\Quality Assurance\approved QA\FAIB Rev А 


Dart Aerospace Ltd | “и 
| WORK ORDER CHANGES | 5 
DATE | STEP 


Approval, | М 
| олт [втер] | PROCEDURE CHANGE Chief Eng / % Ap Беу 


Prod Mgr ` 


| S NE. 
Fault Category: NCR: Yes No ОФА: =” => 


一 ~ 一 一 


Resolution: Disposition: : QA: N/C Closed: ` 


| WORK ORDER NON-CONFORMANCE (NCR) 
ES | _ Corrective Action Section В PEE WE p "a x 

t f -—--- p vermcaton- | Approval |, ^5 

Е | "Аг `: EE Chief Eng Chief Eng : ate >e]: Cu as | E: E * 


5. 


NOTE: Date & initia! all entries 


H:\fFORMS\Quality Assurance\approved QANCRW O RevE 


PT и 


| 
V 
МА 
У [5 
t 


Measured By 


Batch number 


ULTRA SONIC MEASURMENTS 


ae Sr 
X | 0350-748-241 
= 


D6015-125 CROSSTUBE (OR D6018-125) 


e ee ee M 
CROSSTUBE ASSEMBLY (AS 350/355 HI AFT) 
| 


1 
2 D3502-1 SUPPORT 


2 D2856-400-710 ABRASION STRIP 


1 AELS-1032-225 INSERT 
1 NAS 1149D0363J WASHER (OR AN960JD10 


GENERAL NOTES: 


1) 
2) 


11) HEAT TREAT TO MIN. 180 KSI PER MIL-T-6736 OR AMS 2759-1C AFTER TURNING. ACCEPTABLE TO 
12) INSTALL D2856-400-710 ABRASION STRIPS WITH A GAP ON BOTTOM SIDE OF CROSSTUBE, 


13) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, 
NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. 
CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. WHEN DRILLING HOLES EXTREME CARE 
MUST BE TAKEN AND CAREFUL DEBURRING PERFORMED TO ENSURE A CLEAN HOLE WITH NO 


14) TORQUE CLAMPS 60 TO 80 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND THAT 
15) MAX TWIST AFTER BENDING: WITH XTUBE LAYED FLAT ON SURFACE, THE DIFFERENCE BETWEEN 


MATERIAL: MANUFACTURED FROM D6015-125 OR 06018-125 
FINISHED LENGTH = 122.700+0.06 

FINISH: MAGNETIC PARTICLE INSPECT PER DART 05: 038 42 
CADMIUM PLATE PER AMS-QQ-P-416B, CLASS 1, TYPE 11 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART QSI 005 42 

TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 

UNITS: INCHES UNLESS OTHERWISE NOTED. 

BREAK SHARP EDGES: 0.005 ТО 0.010 MAX 


IDENTIFICATION: DART PART NUMBER '0350-748-241" AND BATCH NUMBER ON INSIDE OF CUFF 


PER DART QSI 044 6.4 (VIBRATING STYLUS) 
WEIGHT: 29.85 Ibs 
PART IS SYMMETRIC ABOUT CENTERLINE, EXCEPT FOR 00.297 HOLE. 


RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT ALL EDGES FROM MACHINING 
LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. NOTE: ALL HOLES ARE DRILLED AFTER 


BENDING. 
10) BEND PROGRESSIVELY WITH A MINIMUM OF 7 PASSES. MAXIMUM TUBE FLATTENING DUE TO 


BENDING IS 6% BASED ON O.D. 
VERIFY TENSILE STRENGTH BY HARDNESS TEST PER ASTM E18 TO 40-45 HRC. 
CENTERED OPPOSITE D3502-1 SUPPORT, PER QS! 035. 


CRACKING/CHIPPING/GRO OVES. 
NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
CUFF HEIGHTS FROM THE SURFACE MAY BE NO LARGER THAN 0.25 (ZN С1-3). 


2] 
3 
К Лы е R A == = i А 
[ 5 | 
| 6 | 
7 


2 MS21920-20 CLAMP (PER DART SPEC. M-MS21920-20) 
1 MS27039-1-10 SCREW 


SHOP COPY 
RETURN TO 
ENGINERRING 
UNCONTROLLED СОРУ 
SUBIECT TO AM PAENT 
WEPHOL PT КИРД 
WORE Gii ry a. 
no 222 E 
(X gfo АД, 


et 


ELEASE 


201 XD £ 


ADD HRC TEST OPTION (B8-1) PER PAR 09-040, ADD 
F TWIST LIMIT (A8-1, C1-3), ADD D6015-125 OPTION 
(C8-1), STOCK DIM NOW MACHINED (D1-4) 


CHECKED DRAWING NO. 
ee APPR. = sas 


[APPROVED | 


REVISE GENERAL NOTES; UPDATE TO CURRENT 
STANDARDS; RELOCATED FLAG #6 PER PAR 08-046 09.09.30 
(ZN A8-3) ADD TOLERANCES (ZN C6-3, D2-3) 


MAG. PARTICLE AND CAD PLATE AS MFD. 
| C | ADD CAD PLATING | ce | овон | 
| 8 | ADD D6018-125 & PRIME AND PAINT g 06.06.30 
| A | NEWISSUE 06.03.31 
DESCRIPTION 


резом — [ 2] 
Em | DARLAEROSPACELTO 


SHEET 1 OF 4 


REV. F 


мз DOCUMENT t$ рети THE EXPRESS CONDI 
MOTTO BE UTED FOR ANY PURPOSE OR COPIED ОСАО TO ANY OTHER PERSON TNOU 
WRITTEN PERMISSION PROM DART ABROSPACE 4 TO. 


том PAT 1t в 


WORK ORDER CHANGES 


Approval 
STEP PROCEDURE CHANGE By | Date law хв Eng / Approval 
Prod Mgr nepector 


PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action Section B Approval 
STEP Section A Initial Action Description QC Inspector 
Chief Eng Chief Eng 


DATE 


DATE 


NOTE: Date & initial all entries 


HXFORMS Quality Assurance\approved QA\NCRWO RevE 


М521920-20 CLAMP 
REF 


— Ym 
LI feri 


D3502-1 SUPPORT 


D2856-400-710 ABRASION STRIP 
REF 


SECTION А-А 04.2 
SCALE 4X 


s. Г 


TO ABRASION STRIP 


INSTALL AFTER FINISH: 
AELS-1032-225 INSERT 
NAS1149D0363J WASHER 
MS27039-1-10 SCREW 


| 
| 
| 
| 
| 


D350-748-241 


ASSEMBLY DETAIL 


D3502-1 SUPPORT 
MS21920-20 CLAMP 
2PL 


[125 


D2856-400-710 ABRASION STRIP, 2 PL 


D350-748-241 
BENT TUBE 


резен — | 427 | DART AEROSPACE LTD 
ока | 47 | HAWKESBURY, ONTARIO, CANADA 
|снескео | В  |DRAWNGNO. — REV. F 
MFG. APPR. о шш ж D350-748-241 SHEET 2 OF4 


IDEAPPR. — | APPR. OO | Р |CROSSTUBE (AS 350/355 HI АЕТ) 
DE 104123 | E 


WRITTEN PERMISSION FROM DART 


Dart Aerospace Ltd 
W/O: 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


DATE | STEP 


Approval A 
i pproval 
By | ое | on | 425 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Е Corrective Action Section B DS 
Description of NC — - — - Verification | Approval | Approval | 
Chief Епд Chief Eng Date 


NOTE: Date & initial all entries 


HWMFORMSQuality Assurance\approved QANCRWO RevE 


12.69 @0.297 THIS SIDE ONLY, 


THRU ONE WALL ONLY 
20.2 REF = 


(514mm) 
TO START OF BEND 


31.35+0.13 


20.2 REF D350-748-241TRN 
(506mm) 


CUFF, FS 
SHOWN TWISTED CUFF, NS 
REF 


0.25 MAX TWIST 
AFTER BENDING 
ç (NOT SHOWN 


40.90t0.43 TO SCALE) 
жедне PS A 


82.68 +0.25 


0350-748-241 
BENDING АМО DRILLING DETAIL 


2011 -01- 18 


00.323225» THRU, ТҮР 
HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF, 


TO BE DRILLED AFTER BENDING | резом | 47 | DART AEROSPACE LTD 
[DRAWN | 47 | HAWKESBURY, ONTARIO, CANADA 
|снескео — | А | DRAWINGNo. REV. F 


[f£ | D350-748-241 SHEET3OF4 
соз VIEW B-B APPROVED j 


"SCALE X. prae | J 


DATE ў COPYRIGHT © 2006 BY DART AEROSPACE LTD 
10 1 1 23 THIS DOCUMENT i$ PRIVATE AND CONFIDENTIAL AND 18 SUPPUCD ON THE EXPNE S CONOTTION THAT (T 19 
d. OT To BE USED FOR sr PURPOSE OR COPED OA CO AA ECA YED fO Ar OTHER EATON МИРНОГ 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Approval 
Qty Chief Eng / Approval 
Prod Mar QC Inspector 


J 
. 
| 


Part Мо: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: Е QA: МС Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Description of NC — - — — Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


DATE | STEP 


NOTE: Date & initial all entries 


НУРОАМ$\Оцайу Assurance\approved QANCRWO RevE 


2.000224 MEAN 1.0. 


CONST CONSTANT > UNIFORM ОЕ Specs 
R100 A 
TRANSITION R100 R100 2.299007 


0.005 
2.180: 2008 TRANSITION БЫ MIN WALL 0.430 


ç == n C 


2348008 zl 2.2083 005 


| 22992508 


А 


MIN WALL 0.107 


0.000 


17.50%0.03 一 一 С. 


2.23499% w: 2252005 | Р 
e 
e 
% 
x 
N 
S 


N 

N 

88 
34.004003 — id 
~ 


м Е š š d 85 5g 
2.24002% 2 ® + 8 $ / 5“ a 
EI ys N © a = e 
39 Б ° ~ ~ 一 ЕҢ 
SEE ОЕТАЕС 5 \. SYM e 
SEE DETAIL D 
A14 
D350-748-241TRN 
TURNING DETAIL LEAS Ef | 
винт ПИРА T 
2.299 REF 
SNC 23217009 REF 
; 2.180 REF 
CHAMFER AS REQUIRED S sO REF 
FOR TOOLING LEAVING 
0.062 REF MIN EDGE ç 
DISTANCE. ENSURE | 
CHAMFER TOOL PATH R100.0 REF 
RUNS OFF LO. mdr 
DETAIL D: 
20.063 TAPER RUN-OFF сз 
NOT TO SCALE 
4.2610.030 FROM END OF SEE DETAILE R0.063 
TUBE TO START OF RAD 5 
DETAIL E: резом — | 47 | DART AEROSPACE LTD 
CUFF TRANSITION prawn | (P | HAWKESBURY, ONTARIO, CANADA 
DETAIL C: CUFETRANSITION ws сес | A  [0RATNGNO. REV F 
CROSSTUBE CUFF c«« Cac Ув 350-748.24 SHEET 4 OF 4 


SCALE 3X 


[APPROVED | fer | SONE 
ЕР. ] ©. | CROSSTUBE (AS 350/355 HI AFT) 
DATE COPYRIGHT @ 2008 BY DART AEROSPACE LTD 

10. 11.23 ERI D DC D 


Dart Aerospace Ltd | | 
W/O: WORK ORDER CHANGES 


Approval 
i Prod Mgr nspector 


— j 
. 


NCR: Yes No DQA: Date: 


DATE 


š < sa Tah SS ЫЗ. 


Wi e CEP ома 


Part No: PAR #: Fault Category: 


Resolution: Disposition: QA: N/C Closed: Date: 


NCR: WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC — Corrective Action Е SectomB В a Approval | Approval 
Section A Initial Action Description Sign & a C Chief Епа | QC Inspector 
Chief Eng Chief Eng Date 


кыс райы 


. 


NOTE: Date & initial all entries 


1 


НУРОАМ$\Оцаму Assurance\approved QANCRWO RevE 


1000 E. Mermaid La., Wyndmoor (Phila.) PA 19038-8093 
Tel. (215) 233-2600 Fax (215) 233-5653 


Certification 

SOLD TO 

Dart Aerospace Ltd. 

1270 Aberdeen Street 

Hawkesbury, ON K6A 1K7 

March 28, 2012 

Metlab Shop Order No: 71502 
Purchase Order: 16386 
Description: Crosstube 
Part No.: D350-748-141 TRN 
Quantity: | 4 Pieces 
Weight: 160 Pounds 
Material: 4130 Alloy Steel 
Specifications: Harden and temper to 180 KSI minimum ultimate tensile strength 


IAW MIL-T-6736 


This is to certify that the above parts were processed as indicated above and conform to the 
specification requirements. 


Results: 


Ultimate Tensile Strength: 181/188 KSI* 
*Converted from 40/41 HRC surface hardness 


**Straightness requirement waived by Dart Aerospace Ltd 


Quality Representative 
MERCURY CONTAMINATION: During the heat treating process, 


testing and inspections, the product did not come in direct contact with Гак 


mercury or any of its compounds nor with any mercury containing device. Heat Treating and Metallurgical Consulting 


METAL TAEATING INSTITUTE 
SY 


1000 E. Mermaid La., Wyndmoor (Phila.) PA 19038-8093 


Tel. (215) 233-2600 Fax (215) 233-5653 


Certification 

SOLD TO 

Dart Aerospace Ltd. 

1270 Aberdeen Street 

Hawkesbury, ON K6A 1K7 

March 28, 2012 
Metlab Shop Order No: 71503 
Purchase Order: 16353 
Description: Crosstube 
Part No.: D350-748-141TRN 
Quantity: 14 Pieces 
Weight: 730 Pounds 
. Material: | 4130 Alloy Steel 

Specifications: Harden and temper to 180 KSI minimum ultimate tensile strength 


IAW MIL-T-6736 


This is to certify that the above parts were processed as indicated above and conform to the 


specification requirements. 


Results: 


Ultimate Tensile Strength: 


181/188 KSI* 


*Converted from 40/41 HRC surface hardness 


**Straightness requirement waived by 


METLAB 
Quality Representative  Mark/Jenkins 

MERCURY CONTAMINATION: During the heat treating process, 
testing and inspections, the product did not come in direct contact with 
mercury or any of its compounds nor with any mercury containing device. , 


Dart Aerospace Ltd 


Heat Treating and Metatiurgical Consulting 


D 


METAL TREATING CHSTITUTE 


( 


